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Plaster having reduced cold flow 



The invention refers to a plaster having reduced cold flow. 



in the 
a 

skin 



idheri rig 



1. Introduction and state of 



be 



following , the term 
, flat coverings 
The plasters can 
and can cons 
fabrics in combination 
on, the plasters can 
active agents or 
be appjlied to healthy or 



construction 
woven 
additi 
cosmetic 



lisb 



also 



dam£ ged 



The adhesive of the plasters 
which [is sufficient so that 
roughnesses of the skin and 
skin. Very "hard" adhesi^es 



the art 



plaster" is intended to mean self- 
whi|ch are to be applied to the human 
of a single- or multi-layer 
of films, woven fabrics or non- 
with self -adhering polymers. In 
contain any desired pharmaceutical or 
be free of active agent. They can 
skin. 



generally exhibits a flowability 
it can flow around unevennesses or 
ther by result in a good bond to the 
which have glass transition 
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temperatures of more than 10 
to the skin . On the other 



exhibits good flow behavior 
escape at the cut edges of 
when H: is worn (so-called 
escaped can, e.g., adhere 
storage or adhere to the 
which are in contact to 
application to the skin. 



After having been worn for 
cosmetically very displeasine 
formed by fibers of clothing 
the a4hesive composition 
dirty fringe can occur 
piaster or under the external 



The oblject of the invention 
connected to the state of the 



This 
having 

Furtheb 



depend snt 



to 20 °C usually do not adhere well 
hand, however, if the adhesive 
a small amount of adhesive can 
final plaster during storage or 
iold flow" ) - The adhesive which has 
to the packaging material during 
ling clothing or other articles 
:he skin during the duration of 



the 



some time such plasters exhibit a 
"dirty fringe" which is generally 
or other particles which adhere to 
which escapes at the cut edge. The 
diroctly on the skin outside of the 
edges of the plaster. 



ject is achieved 
reduced cold flow with 



advantageous 
claims. 



2. Detailed description of the technical solution 



The atyove de scr ibed 

by the combination 
applield to the plaster in a 



disadvantages 



£1 



is to eliminate these deficiencies 
art 4 



according 



to the invention by a plaster 
the features recited in claim 1* 



embodiments are subject matter of the 



of the state of the art are 
at least two adhesives which are 
patially separated manner. 



of 
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To thip 
layer 
"core" 



surrounded 



adhesive 
which 
escape^ 
its 
from 
and 
the 



• 



end, the layer of adJ.esive of the actual plaster ("inner 
of adhesive" or "plaster core"; also abbreviated as 

a pharmaceutical^ active agent is 
with a second lAyer of adhesive ("outer layer of 
or "ring of adhesive"? also abbreviated as "ring") 
mechanically prevents that the adhesive of the inner layer 
It is clear that this "ring", as long as it fulfills 

form and, for example, when viewed 
oval or even square or rectangular, 
edges. The skilled person chooses 



r can have any 
can be circular, 
optionally have rounded 



function, 



a Dove . 



suitable form according tD the practical conditions. 



Generally, the inner layer 
f lowab Le and tacky by 

er additives such as 
layer of adhesive 



or oth 
inner 
the sktn 



in co itrast 



« 20 stronger 



thereto, the 
cohesion and thus 



layer 
are 

tolfer 



£uter layer of adhesive possesses 
lower flowability than the inner 
of adhesive because plasticiz ing additives are missing or 
contained in^a lesser ^mount or beca use it C^on sisi 



ent polymery or mixture 
such i rT^Igh^^ext ent . Thus , 



25 plaster 
to the 
skin, 
or even 



Accord ing 
prepax 
film, 



adhesive is rendered sufficiently 
or cosmetic active agents 
Resins or plasticizers , so that the 
s a good and permanent bond to 



of 



pharmaceutical 



provide 



of 



to the simplest c 
ed by applying a solution 
woven fabric or non-w 



of polymers whi ch does no£ flow to 
coldf flow at the cut edge of the 
is prevented or reduced to such an extent that adherence 
packaging material or occurrence of a dirty fringe on the 
if the plaster is worn for a longer time, can be reduced 
prevented. Simultaneously, the flowable inner layer of 
adhesive is mechanically prevented from escaping. 



ase in the prior art, plasters are 
or dispersion of adhesive onto a 
oven fabric by spreading, spraying, 



SOO'd 9S&9# 



nanva s snajiaoa 



68 6$+ 00^1 000Z*Mnr'IZ 



subsequently 



In 
having 
followi 



• 



printing or the like and thi$ 
a second film, woven fabric 
Then, forming of the plastfer 
packaging follow! 5 



contrast 



thereto, the pi 
reduced cold flow 



asters according to the invention 
dan be, for example, prepared as 



2.1 Direct coating 



2.1.1 



A Si 

in th€ 
coated 
coating 
The 
the 
not 
remain 



liconized 



plaster 



dia 



die 



2.1.2 



further coated with the material of the ring of adhesive in a 



The 

is 

coatinjg 
with 
manner 
to a 



Preparation of the pla iter cores 



film or paper 
following is also 
with the material o 
machine and su 

cores are die- 
-cutter is to be a 
-cut (e.g., by using 
on the film. Then the 



ibsequer tly 



cub 



Preparation of the 
adhesive 



wound film of 2.1.1 with 



the 



layer of adhesive is covered with 
or non-woven fabric after drying, 
by die-cutting or cutting and 



(which, according to its function, 
referred to as "release liner") is 
: the plaster core in a suitable 
covered with a thin cover film, 
by a die-cutting machine , whereby 
djuited so that the siliconized film is 
-Lhe kiss-cut method), i.e. the cores 
film is wound up. 



>lasters with cores and rings of 



the plaster cores adhering thereto 



machine so that the voids between the cores are filled 
mater ialo of the r;.ng* Coating is conducted in such a 
that the cover film of the plaster cores is only coated 
Minimal extent. After drying (if necessary), the layer of 
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as a cover so that this film 



of the 
core. 



adhesive between the cores should possess the same thickness as 
the to-al thickness of the p] aster cores. Optionally, coating is 
repeatod as many times as necessary until the thickness has 
reached the desired value* Then, a second cover film is applied 



ring of adhesive as well as the cover film of the plaster 



In a further die-cutting step 
cut out of the laminate. In 
used having a diameter which 
plaster cores plus twice the 



, the final plasters are then die- 
this step, die-cutting tools are 
corresponds to the diameter of the 
breadth of the ring of adhesive. 



2.2 Separate direct coating 



According to this embodiment 
common, adhesive- 
The cover film 
ilesive in subsequent stejp 



and 



separately 



of adh 



2.2.1 



The preparation corresponds to the preparation in 2.1.1 



2.2.2 



6± 



A 

ring 
covered 
a die 



plaster cores, rings of adhesive 
cjoated cover film are prepared 
connects the plaster cores and rings 



Preparation of the plaster cores 



Preparation of the rirgs of adhesive 



siliconized 



suitable 



film or paper 
adhesive in a 
with a thin cover fi 
cutting machine, 



whereby 



uniformly covers both the material 



is coated with the material of the 
coating machine and subsequently 
Lm. Rings of adhesive are die-cut by 
the die-cutter is to be adjusted 
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30 



that 



so 
remain 



2.2.3 

A thin 
(e.g 
sensit 
linked 



the siliconized film is not die-cut, i.e. 
on the film. Then the ::ilm is wound up- 



Hostaphan MN 15) is 



the rings 



Preparation of the adhuaive-coated cover film 

, non-siliconized film or film siliconized on one side 



coated with a layer of pressure- 
|ve adhesive, for example, a hot melt PSA or a UV cross- 
PSA, at a coating weight of approximately 1 to 20 g/m 2 . 
This cjoating step can be conducted in a separate coater or 



direct: .y in the die-cutting 
the co::e and the ring. 



2.2.4 



a feed 



and packaging line before mounting 



Preparation of the final plasters 



i 20 The release liner carrying, 
roll in such a manner 



pressu 
Then 
second 
around 



re roll). The release liner of the cores is discarded, 
-he release liner witi the rings is introduced from a 
feed roll so that tie rings are applied concentrically 



The 
After 



rolease 



The pressure-sensitive adhesive-coated cover film of 2.2.3 is 
introduced into an appropriate die-cutting line for plasters. 

a.g., the cores, is introduced from 
that the cover film of the cores is 
adhesive of the cover film of 2.2.3 



contacted with the layer of 

and they are bonded together by pressure (e.g., by using 



the cores. 



liner of the rings remains on the final product, 



lamination, the final 



contoured die-cutter and then packaged 
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with a 
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2*3 Coating with masking films 



The aitual adhesive compos 
incorporated active agents, 
or nonj-woven fabric in the 
surrounding ring of adhesive 
a printing, coating or spraying 
allowed to solidify. 



coating 



If 

on a 
coatinb 



is conducted by 
siliconized film (re 
with the desired 



20 which 



tion of the plaster , e.g., with 
Le applied to a film, woven fabric 
desired size minus the size of the 
which is subsequently applied, by 
process and optionally dried or 



spreading, a mask is applied, e.g., 
ease liner), by lamination before 
mixture . 



adhesive 



15 Preparation of the perforated masking film 

The perforated mask is prepared by applying a thin layer of a 



pressure-sensitive adhesive 
subseqient ring of adhesive 



apparatus. The thickness of 
of adtesive must correspond 
of the 
cores 

thickness must correspond to 



which is also used for the 
on a paper film or polymer film 



is siliconized on both sides (intermediate liner 1). The 
coating thickness is approximately 1 to 20 g/m 2 . After coating, 
holes having the size and fo:rm which fulfill the requirements of 
the subsequent inner areas (plaster cores) of the final plasters 
are dije-cut into the film iji a suitable die-cutting or cutting 

the film including the dried layer 
exactly to the wet layer thickness 
desired plasters if tjie subsequent coating of the plaster 
is to be conducted hy a solvent process otherwise the 

the dry layer thickness* 
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Preparation of the plaster cores 



After 



coating, the 
covered with the perforated 



Then, 
openings 
with the 



fillings 



the resultant laminate 
which had been left 

material of the 
(if necessary), the 



In a 



f:15 removed 
,~ carrying 



such 



in 
the 
chosen 



siliconized side of the release liner is 
masking film. 



is further coated by filling the 
free in the perforated masking film 
piaster cores. After drying of the 
Laminate is wound up. 



Preparation of the plasters having cores and rings of adhesive 



Suitable coating machine, the perforated masking film is 
from the release lir er of the cores and the film (now 
the cores on its silicone side) is coated again, namely 

rial of the ring of adhesive fills 
The thickness of the coating is 
according to the thickness of the cores taking the 
shrinking factor of the layer into consideration- After drying 
or hardening of the material of the ring the same thickness of 
the layer as that of the cores should result as far as possible. 



a way that the mate 
vdids between the cores 



After leaving the coater, 
covered with a non-siliconize 



he compound layer of adhesive is 
d cover f i 1m . 



The final plasters are now 
further die-cutting step, 
employed having a diameter 
the plaster cores plus 
adhesive. 



die-cut out of the laminate in a 
Ik this step, die-cutting tools are 
w[hich corresponds to the diameter of 
the breadth of the ring of 



twice 



run"* acftafl 
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2.4 Pr 



In a 

described 
cores 
which 
cut. 
with 
the 



flurther embodiment , the 
in 2,2.1. 
is completely covered 
is described in 2.2-3 
this step, die- 
corresponds to the diameter 

of the ring of adhesive 



an 



breadth 



10 



• 



par at ion by covering *ith adhesive 



Subsegue; it ly 



-cutting 



plaster cores are first prepared as 
the release liner carrying the 
with an adhesive-coated cover film 
Then, the final plasters are die- 
tools are used having a diameter 
of the plaster cores plus twice 



t t n ■ acftait 
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